RR7R* 5 


гк Order ID 86678 
Г July-06-12 11:22:59 АМ 


Item ID: D2 12%64-107TRN RS Accept *N 0001401 1 (10% Setup Start Ж N с 4 ж 
Revision ID: | | үе ex 
| Item Name: | Crosstube Turning Detail | Stop * N с 2 ж 
| ` Start Date: 7/06/12 Start Qty: 1.00 #4 Cust Item ID: 
| Required Date: 7/06/12; Req'd Qty: 1.00 *4 * | Customer: 
Reference: j ` » ; 
m | » у Б B Em Бап” Start сх * 
Approvals: Process Plan: n па OZE Tooling: _______ Date: e" N R 1 : 
Sto ; 
ос и Па: — — ЗРС (ИМ): _ рак 00 P ж МР 2 
Sequence Ш/ жама Operation i | | Set Up = ToollD Tool# Plan Accept Reject Reject Insp. 
Work Center ID р Description Run Hours Code Qty Qty Number Stamp 
: Draw Nbr Revision Nbr | 
! D212-664-147 Rev B(DEO) | 
100 5 0.00 я 7 ne^ 
* 1 (а 4 MORI SEIKI CNC LATHE LARGE ` ) т 
Mori Seiki р Мето 0.00 EM S S SS 2222 A L112Z í lCcCLLLLZ == e. n 
| Mori Seiki СМС Lathe Lar: n 1-ЕШ tube with sand & install plugs DT8534 on both ends as per Folio FA705 Ze 7 L- 


2-Turn first side as per Folio FA113 z sa 12: 


3-Blend transition lines only, **do not sand whole tube**: 
FOLIO REV; / y ДЖ 
DWG REV: i 


*Use mill bastard Ше, brush file repeatedly with file card. 
*Do not use sandpaper coarser than 320 grit. 


110 ` QCt- inspect dimensions to dimension sheet 0.00 


*440* а | Ше: 
QC | 


Мето г 0.00 


Quality Control 7 жб 
Е gsi EA "e 


. Work Order ID 86678 
. Јшу-06-12 11:22:59 AM 


*RRR78* 


Page 2 


Item ID: D212-664-107TRN 
Revision ID: 
Item Name: Crosstube Turning Detail 


Accept *NOOOO0401 00* 


Setup Start *NQS 1 * 
"P *NS2* 


Start Date: 7/06/12 Start Qty: 1.00 * 4 * Cust Item ID: 
Required Date: 7/06/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: | 
| Run Start x ж 
Approvals: Process Plan: . Date: Tooling: Date: N R 1 
Sto 
QC: Date: SPC (Y/N): Date: P ож МР2* 
Sequence ID/ Operation Set Up/ Tool ID Тоо# Plan Accept Reject Reject Insp. 
Work Center D Description Ruz Hours Code Qty Qty Number Stamp 
120 0.00 
* 4 ? n* : MORI SEIKI CNC LATHE LARGE J > 
Mori Seiki Memo 0.00 
Mori Seiki CNC Lathe Large 1-Turn second side as per Folio FA705 


2-Blend transition lines only, **do not sand whole tube**: 
*Use mill bastard file, brush file repeatedly with file card. 


*Do not use sandp coarser than 320 grit. 
FOLIO REV: 
DWG REV: 


3- Remove plugs and sand 


130 ОСІ- Inspect dimensions to dimension 
*4^20* 
QC Memo 


Quality Control 


sheet 0.00 


Эу? 4 
Т е 


0.00 


цаа 


> 


"Work Order ID 86678 
July-06-12. 11:22:59 АМ 


*RR67R* 


Item ID: 


D212-664-107TRN 


Page 3 


Accept 


*Nonnnan1nn* 


- Setup Start Ж | * 
Revision ID: | М S 1 
: ; Sto * * 
- [tem Name: Crosstube Turning Detail p 
| NS? 
Start Date: 7/06/12 Start Qty: 1.00 218 Cust Item ID: 
Required Date: 7/06/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
Я 7 Run Start ж * 
Approvals: Process Plan: _ Date: Tooling: _ Date: N R 1 
Sto 
QC: Date: SPC (Y/N): Date: P ож МР2* 
Sequence Ш/ Operation Set Up/ Tool ID Tool£ Plan | Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty : Qty Number Stamp 
140 ОС8- Inspect parts - second check 0.00 ал Rh 2 
*AAQ* 9.99 - | d 
332 / 
ос Мето 0.00 de 12/1 je а 
Quality Control 
145 0.00 j : 
*41AR* рал: 12:520 
Crosstubes Memo 0.00 
Crosstubes GRIND ONLY TRANSITION LINES SMOOTH LONGITUDE WAY. 
150 0.00 | " 
*4R(y* Фа 12-1 20 
HandFXtube Memo 0.00 K Е IZ- 4 ( Е 


Hand Finishing Crosstubes 


1- PRESSURE WASH X-TUBE INSIDE AND OUT 


2- ACID ETCH X-TUBE INSIDE AND OUT. USE RED SCOTCH BRITE 


"Work Order ID 86678 *ОБЕ7Я* Page 4 
July-06-12 11:22:59 AM 
Item ID: D212-664-107TRN Accept ж М ой ПОЛ. n 4 00* Setup Start Ж N с 4 ж 
Revision ID: E « 
Item Name: Crosstube Turning Detail Stop * N с 2 ж 
Start Date: | 7/06/12 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 7/06/12 Req'd Qty: 1.00 *4 * Customer: 
' Reference: 
7 7 Run Start — ж 
Approvals: Process Plan: Date: — Tooling: Date: N R 1 
Sto 
QC: Date: SPC (Y/N): Date: P x NR 2* 
Sequence ID/ Operation Set Up/ ToolID . Tool£à Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
160 ОС5- Inspect part completeness to step on W/O 0.00 AMAA A 
*1a0* S OCDE 
E QC Memo 0.00 < я 
*Quality Control =. 
170 | 0.00 | | 
*4 70 im =< (24/121 
Packaging Memo 0.00 Š 3 7 Ы 
Packaging Identify and stock in kanban rack 
Location: : 
180 ОС21- Final Inspection - Work Order Release 0.00 | ү / / / jJ A 22x | 
хлап“ | 2. 
QC Memo 0.00 | 


Quality Control Е И 
| 20 1 


ИИ P - 


Picklist Print 


: Page 1 
с July-06-12 11:22:58 AM 
Work Order ID: 86678 / 
Parent Неш: D212-664-107TRN Start Date: 7/06/12 Required Date: 7/06/12 
? Parent Item Мате: Crosstube Turning Detail Start Qty: 1.00 Required Qty: 1.00 
Comments: IPP Кеу:А New Issue 08-03-06 DD Verified by:ec 
IPP Веу В Removed polish 08.04.02 EC verified: DD 
Component Нет ID/ Replacement Mfg/ Bin Primary Last Route Unitof Ойбу on Qty per Kit Тоа! Qty Date Status 
Item Name Item ID Purch Нет Location Location Seq ID Measure Hand Qty Issued Issued 
D6019-128 Manufactured No 110 Each 48.0000 - 1 1 
Crosstube Material 
Location  . Loc Qty Loc Code 
LG | 48 
17 i Aya, |, ое 
75635 24 
79741 7 i 


DART AEROSPACE LTD 


Description: Crosstube Assembly (205/212/412 Low Fwd 


Inspection Dwg: D212-664-147 Rev: B 


FIRST ARTICLE INSPECTION CHECKLIST 


Inspection Sheet Actual 


37 
PTT 


Method of 
Inspection 


ме“ | 


Н 


+0.005/-0.000 
2.360 +0.005/-0.000 | O 


ТІ 
çN 


2.366 
+0.005/-0.000 
2.673 +0.005/-0.000 
ка 
227 
саса. С 
Ра р = 
MINE ТИМИЕНЕЕЕ 
p M 


0.313 */-0.010 
2.360 *0.005/-0.000 22. 


2.360 %0.005/-0.000 


2.366 %0.005/-0.000 


а 
š 


p 
кл 
$) 


P 
Д 


Ху 


Cw LLS 


S 
ХА 


ШШ 
ШЕЙ 
ШӘЛІ 


OR 
МИ 
exe 


2.473 *0.005/-0.000 |”, 


2.573 %0.005/-0.000 | 7 


V 
d 


í 

ш +0.005/-0.000 | 9. 07% | - 
а 2.750 +0.005/-0.000 | 2.750 27 
2.750 +0.005/-0.000 | J). 2ç$O Ра 


^ 
e 
—— 


| | 0.126.528 */-0.020 12. (2. 


б 


HAFORMSQuality Аѕѕигапсе\арргохеа ОА, FAlxtube Rev С 


ика ктк кен ы сы ы ые ЕРЕЕН ман 
Description: Crosstube Assembly (205/212/412 Low Fwd Part Number D212-664-147 


злс — ныр EEUU с 2; 2 — ll 
Inspection Dwg: D212-664-147 Rev: В | | | |  Page2of2 
WALL THICKNESS MEASUREMENT 


DART AEROSPACE LTD WorkOrde:| LEZE | 


—— READING 1 
— — READING 2 


---- READING 3 
— READING 4 
READING 5 
READING 6 

— — READING 7 


WALL THICKNESS MEASUREMENT (IN 


Location TOLERANCE 


READING 1 
L= 0” 


READING 2 
L= ІҢ 
READING 3 


L- 29 


gi. 220,225 
и 228223 |235 


READING 6 
п 
READING 7 

ШЕ 


126 |. Mo 


L= 


Calibration Result 
Actual Block Thickness: /0Ф „сок? 
эм 250 Measured Thickness:- àQ _ .CoO 


HAFORMS Quality AssuranceYapproved QAN FAixtube Rev С 


Item | Qty Part Number Description 
-147 | -147B 


асан ыса а ас САН ые). 2221-52-52: 2, шасы” ЧЕН 
0212-664-147 - | CROSSTUBE ASSEMBLY (205/212/412 LOW FWD) 
D212-664-147B CROSSTUBE ASSEMBLY (214 LOW FWD 
Е uar c e T rd 
D6019-128 CROSSTUBE 


02893-1 SUPPORT 
03595-063-450 RUBBER CUSHION 


i peni 


М521920-25 CLAMP (OR MS21920-26 


CR3212-4-06 RIVET (OR M7885/3-4-06) 


MAGNOBOND 6398 | ROCKWELL SPECIFICATION RBO-120-023 ADHESIVE 
(TEXTRON/BELL SPEC. 299-947-100, TYPE tl, CLASS 2 
ADHESIVE, 

SIKAFLEX-241/-2091 | SEALANT (OR PROSEAL 890 OR MIL-S-8802 CLASS 
B2 SEALANT 


W: 


o |-| 1o жо 
МА) № > |ы 


Е 
ERI 


MATERIAL: MANUFACTURED FROM 06019-128. 
FINISHED LENGTH = 126.528+0.020 (BEFORE BENDING/TRIMMING) 

FINISH: CHEMICAL CONVERSION COAT PER DART OSI 005 4.1 

PRIME INSIDE AND OUTSIDE PER DART 051 005 4.2 

PAINT OUTSIDE PER DART 051 005 4.2 
TOLERANCES ARE PER DART QS! 018 UNLESS OTHERWISE NOTED. 
UNITS: INCHES UNLESS OTHERWISE NOTED. 
BREAK SHARP EDGES: 0.005 TO 0.010 MAX. 
IDENTIFICATION: SCRIBE DART PART NUMBER "D212-664200€ AND BATCH NUMBER ON INSIDE OF CUFF 
USING VIBRATING STYLUS. А 
WEIGHT: 0212-664-147 = 24.2 bs (PER IIN-D212-664) 

D212-564-147B = 24 2 Ibs (PER IIN-D2 12-664) 
PARTIS SYMMETRIC ABOUT CENTERLINE. . 

9) WHEN MACHINING TAPER, RUN CUTTER OFF PART. BLEND OUT EDGE LONGITUDINAL Y, TRANSITION SHOULD 
ВЕ SMOOTH. 

10) BEND PROGRESSIVELY WITH A MINIMUM OF 8 PASSES. MAXIMUM TUBE FLATTENING DUE TO BENDING IS 6% 
BASED ON O.D., EXCEPT UP TO 10% IS ALLOWED IN AREA NOTED. 

11) LIQUID PENETRANT INSPECT OUTSIDE SURFACE OF CROSSTUBE PER QS! 038. 

12) INSTALL D2893-1 SUPPORT USING 0.03" TO 0.06" THICK LAYER OF MAGNOBOND 6398 TO THE SURFACE OF 
02893-1 THAT WILL BE IN CONTACT WITH THE CROSSTUBE PER 05! 015. LET CURE FOR 12 HOURS AFTER 
INSTALLATION AND PRIOR TO PACKAGING. 

13) INSTALL М521920-25 CLAMPS (OR -26) WITH D3595-063-450 RUBBER CUSHIONS TO SECURE THE 02893-1 
SUPPORT ON ТОР SIDE OF THE CROSSTUBE. ENSURE CLAMPS ARE OPPOSITE OF CROSSTUBE SUPPORT. 

14) EXTREME CARE MUST BE TAKEN TO PROTECT THE OUTSIDE SURFACE OF THE TUBE. THE OUTSIDE 
SURFACE MUST BE SMOOTH AND FREE FROM SURFACE DEFECTS SUCH AS SCRATCHES, NICKS, OR DENTS. 
DEFECTS UP TO 0.005" MAY BE BLENDED OUT LONGITUDINALLY. CIRCUMFERENTIAL GRIND MARKS ARE 
UNACCEPTABLE. 

15) TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS SHOWING IN SAFETY AND THAT NUT HAS 
NOT BOTTOMED-OUT AFTER TORQUING. š 

16) INSTALL D3659-1 CUFF AFTER CHEMICAL CONVERSION COAT BUT BEFORE PAINT, WITH A LAYER OF 
SIKAFLEX-241/-281 OR PROSEAL 890 ОК MIL-S-8802 CLASS B2 SEALANT BETWEEN CUFF AND CROSSTUBE. 
SEAL ЕОСЕ OF CUFF TO ENSURE NOGAPS. 

17) TOUCH-UP HOLES WITH CHEMICAL CONVERSION COAT. 


DEO ATTACHED 


Фес 2004.6 к 
6.03.20 
UNDER, REVIEW 


ELEASE 
2009 -0-19 


` DART AEROSPACE LTD 


HAWKESBURY, ONTARIO, CANADA 
ШЕ; DRAWING МО. КЕУ. В 


[MFG АРРА. | ДА |0212-664-147 ЗНЕЕТ 1 ОҒ4 
APPROVED | AO | 


FROM DART AEROSPACE LTD. 


КОСУ, 
diss 152 pm И D2893-1 SUPPORT 
- М521920-25 СГАМР, 2Х 


03595-063-450 RUBBER CUSHION, 2X 
2PL 


D212-664-507 
BENT TUBE 


0212-664-147/-147В в 
ASSEMBLY DETAIL 


DEO ATTACHED 


0061-26. 


APPLY MAGNOBOND 
BETWEEN D2893-1 AND 


D26951 CROSSTUBE 


SUPPORT, REF 


D3595-063-450 


RUBBER CUSHION Q ELEASE 


UNDER CLAMP, REF 1008 -10- 29 


[15 > 
MS21920-25 
CLAMP, REF 


SECTION А-А 052 DART AEROSPACE LTD 


SCALE 4X HAWKESBURY, ONTARIO, CANADA 
DRAWING NO. REV. B 
N _ 10212-664-147 SHEET 2 OF 4 


CROSSTUBE (205/212/412 LOW FWD) 


COPYRIGHT @ 2007 BY DART AFROSPACE LTD 
ID CONFIQENTUAL AHG IS SUPPLIED ОН THE EXPRESS CONI 


18.74" 
(476mm) 


D212-664-147TRN 
11.87, 10% | 
1487 CRUSHING OK 
(378mm) , R35.552.0 
с 


E: 


+0005 
REAM 20.38610205 THRU, 


HOLE TO BE ALIGNED WITHIN 
TRIM TO DIMENSIONS 20.001 OF HOLE ON OTHER SIDE OF CUFF 
SHOWN geiis 1 PL PER CUFF (2 PL PER CROSSTUBE) 


50.00+0.13 


100.00+0.25 
53.83 REF | 


107.66 ВЕР 


Brass ( . DEO ATTACHED 


BENDING AND DRILLING DETAIL DA 


Go) - eur. 


03.29 ; 
D3659-1 CUFF 


э бб 2A PER En SERRE UNDE 


EVIEW 


2.500+0.005 


REAM 00.386:0005 THRU 
HOLE TO BE ALIGNED 
WITHIN +0.001 OF HOLE 
ON OTHER SIDE OF CUFF 


2 PL PER CUFF (4 PL PER CROSSTUBE) E L Е А 5 Е 


< a ` SECTION В-В p53 
0.450900 


2a SCALE 4X 2009 TU 


CSK 00.230х1007, пе | Ф | DART AEROSPACE LTD 
INSTALL CR3212:4-06 RIVET HAWKESBURY, ONTARIO, CANADA 
22 PL PER CUFF (44 PL PER CROSSTUBE) [CHECKED | | 4 DRAWING NO. REV. B 
МЕС. АРРА. | № |0212-664-147 SHEET 3 OF 4 
зи деко | | SENE 
VIEW C-C: CUFF DETAIL 073 [СЕРР | --Й- |CROSSTUBE (205/212/412 LOW FWD) NTS 
SCALE 4X DATE ls COPYRIGHT © 2007 BY DART AEROSPACE LTD 
09.09.30 added serere COSI A RR IESU MNE ENEA ТОС латта 


NOT TO 96 USED FOR ANY PURPOSE OR COPIED OR COMMUNICATED ТО АНУ OTHER PERSON WITHOUT 
WRITTEN PERMISSION FROM ОАЯТ AEROSPACE LTO. 


о ; (0 
! 7 
| 
CONSTANT 0.0. ара г UNIFORM TAPER DEC UP STOCK M E 
CUT OFF AFTER CUFF 
BENDING, REF “| REF т B u P s x " 
че е е © © ш 
8 8 LE E E E š š 
a % Я Ss R100 Е. с E E [95 8 
е e ° (o T. “ e e ч 
ë 8 8 ° TRANSITION R100.0 © 
© e ЫЕ | | | | RUN OFF PART 0.313 WALL 
| | | | AT STOCK STOCK, REF | 
ç | j—- 
2.360:2/05 2.360 REF 2473259 2.573289 Š 2.673900 2 Мар РТА " 
у STOCK, REF STOCK, REF 
2.366205 DEO ATTACHED 
eca 4-60 
8 403-26. 
D212-664-147TRN UND EVIEW 
TURNING DETAIL 
| В 209 -0-29 М 
[ossen | 47 | ^ DART AEROSPACE LTD к 
А HAWKESBURY, ONTARIO, CANADA 
| 


ceo | 47. | 


MFG. APPR. 


DRAWING NO. |. ВЕУ. B 
D212-664-147 77 SHEET 4 ОҒ4 
АРРКОМЕО TITLE : SCALE 

CROSSTUBE (205/212/412 LOW FWD) NTS 


DE APPR. | - | 
COPYRIGHT © 2007 BY DART AEROSPACE LTD 


DATE 09 09.30 ее Мат iT Fri 
.09. реа 
МЫ 


2 1 


DRAWING NO. TITLE REV. ВІ DART AEROSPACE LTD оо. кх. SHEET NO. да 
0212-664-147 | CROSSTUBE ASS'Y (205 LOW FWD) ENGINEERING ORDER. D212-664-147-B-1 SHEET 1 OF 1 

pem |07 pee ASS eem ps eme СД — wm о 
owe — A222] — jw IL [эк щети — | 


PURPOSE: 
REPLACE MAGNOBOND WITH PROSEAL. 


CHANGE: 


Qty Qty Part Number Description 
ELM ELE 


5 1 XR | AR] AR [PROSE SSO E2 — | B3 FSEALANT.AMS-S-8802CLASSBE-2 U U — — 


—nr— c —UI—  ——S L ———yT 
А/К MAGNOBOND 6398 ROCKWELL SPECIFICATION RBO-120-023 
| ADHESIVE (TEXTRON/BELL SPEC. 299-947-100, 
| ets TYPE li, CLASS 2 ADHESIVE 


NOTE 12 & 15, SHEET 118 AMENDED AS FOLLOWS: 


15: 


12) TO INSTALL D2893-1 SUPPORT: ABRADE MATING SURFACE OF SUPPORT AND CROSSTUBE WITH 
180-GRIT SANDPAPER AND REMOVE RESIDUE WITH МЕК (OR EQUIVALENT). APPLY A 0.04" TO 0.07” 
THICK LAYER OF PROSEAL 890 CLASS B-2 (OR АМ5-5-8802 CLASS B-2) SEALANT TO MATING 
SURFACE OF SUPPORT. 


15) TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS SHOWING IN SAFETY AND 
THAT NUT HAS NOT BOTTOMED-OUT AFTER TORQUING. PRIOR TO PACKAGING, RE-CHECK 
TORQUE ON CLAMPS AFTER PROSEAL 890 SEALANT HAS CURED FOR 72 HOURS. 


WAS: 


12) INSTALL D2893-1 SUPPORT USING 0.03" TO 0.06" THICK LAYER OF MAGNOBOND 6398 TO THE 
SURFACE OF 02893-1 THAT WILL BE IN CONTACT WITH THE CROSSTUBE PER QSI 015. LET CURE 
FOR 12 HOURS AFTER INSTALLATION AND PRIOR TO PACKAGING. 


15) TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS SHOWING IN SAFETY AND 
THAT NUT HAS NOT BOTTOMED-OUT AFTER TORQUING. 


COPYRIGHT © 2011 BY DART AEROSPACE LTD 
THIS DOCUMENT IS PRIVATE АКО CONFIDENTIAL AND IS SUPPLIEO ОМ THE EXPRESB CONDITION THAT IT IS 
NOT TO BE USED FOR АНУ PURPOSE OR COPIED OR СОММИМСАТЕО ТО ANY OTHER PERSON WITHOUT 
WRITTEN PERMISSION FROM DART AEROSPACE LTD. 


